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(54) TRIM N4ATER1AL AND METHOD OF MANUFACTURING THE SAME 

(57)Abstract: 

PROBLEM TO BE SOLVED: To provide a lightweight trim material 
having high rigidity. 

SOLUTION: This trim material comprises a skin layer 2 comprising a 
fiber, an intermediate layer 5 consisting of a highrigidity felt layer 3, a 
low rigidity felt layer 4 and a syntheticresin~impregnated fiber layer 6 

and is molded into a predetermined shape. In the trim material, the ? 
high-rigidity felt layer 3 and the synthetic-resin-impregnated fiber ^ ^ / 

layer 6 impart high rigidity and the low- rigidity felt layer 4 imparts ^^^"^^T^^^vv^^^ I 

good cushioning properties and heat-insulating/sound- insulating .^v^^ \^ 

properties. y^^'- -^ >^)— ■ vjv V> ^xi 
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damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original precisely 

2. **** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 
[Claim(s)] 

[Claim 1] Interior material characterized by consisting of an interlayer possessing the epidermis layer which 
consists of fiber and a high rigidity felt layer and a low rigidity felt layer, and a synthetic-resin sinking-in fiber 
layer, and bemg fabricated by the predetermined configuration [claim 2] For this low rigidity felt this high 
rigidity felt is interior material [claim 3] according to claim 1 which contains a low-melt point point heat 
plasticity component in 0 - 50% of the weight of the range and which sinks into this synthetic-resin sinking-in 
hber layer in the high rigidity thermoplasticity synthetic resin and/or the thermosetting synthetic resin beyond 
1 g bU degree L, including a low-melt point point heat plasticity component 50% of the weight or more The 
synthetic resm with which it sinks into this epidermis layer, the interlayer, the synthetic-resin sinking-in fiber 
layer and this fiber layer is interior material [claim 4] given in claims 1 and 2 which consist of polyester The 
fiber layer for epidermis layers which is a web or a needle punch nonwoven fabric, and the fiber layer for hich 
ngidrty felt which is a web or the needle punch felt, The fiber layer for low rigidity felt which is a web or the 
needle punch felt. While interlacing the fiber of each class by carrying out needle punching of the fiber layer for 
synthetic-resin sinking in which is a web or a needle punch nonwoven fabric in piles, combine between each 
class and it considers as an epidermis layer, the high rigidity felt, the low rigidity felt, and a fiber layer 
bubsequently, the manufacture approach of interior material given in these claims 1-3 characterized by 
fabricating in a predetermined configuration after making synthetic resin sink into this fiber layer for synthetic- 
resin sinking in Lclaim 5] This shaping is the manufacture approach of the interior material according to claim 4 
which is hot pressing. 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to interior material useful as head-lining material of an 

automobile. 

[0002] 

[Description of the Prior Art] What carried out hot pressing of the nonwoven fabric to the front rear face of the 
mixed fiber sheet which mixed low-melt point point polyester fiber with a melting point of 110 degrees C - 160 
degrees C and high-melting polyester fiber with a melting point of about 250 degrees C as this kind of interior 
material conventionally in piles is offered (JP,10-337798,A). 
[0003] 

[Problem(s) to be Solved by the Invention] Although it had the good moldability and deep-drawing shaping was 
also easy if it was in the above-mentioned conventional interior material, it was not able to be called what has 
rigidity, enough cushioning properties, and enough workability. 
[0004] 

[Means for Solving the Problem] epidermis layer (2) which this invention becomes from fiber as above- 
mentioned conventional The means for solving a technical problem High rigidity felt layer (3) Low rigidity felt 
layer (4) With the interiayer who possesses (5) synthetic-resin sinking-in fiber layer (6) from ~ it becoming 
and with the fiber layer for epidermis which is the interior material (1) and web, or needle punch nonwoven 
fabric currently fabricated by the predetermined configuration The fiber layer for high rigidity felt which is a 
web or the needle punch felt, The fiber layer for low rigidity felt which is a web or the needle punch felt. While 
interlacing the fiber of each class by carrying out needle punching of the fiber layer for synthetic-resin sinking 
in which is a web or a needle punch nonwoven fabric in piles, between each class is combined and it is an 
epidermis layer (2). It considers as the high rigidity felt, the low rigidity felt, and a fiber layer. Subsequently, 
the above-mentioned interior material fabricated in a predetermined configuration after making synthetic resin 
sink into this fiber layer for synthetic-resin sinking in (1) The manufacture approach is offered. As for this high 
rigidity felt, this low rigidity felt contains a low-melt point point heat plasticity component in 0 - 50% of the 
weight of the range, including a low-melt point point heat plasticity component 50% of the weight or more, this 
synthetic-resin sinking-in fiber layer (6) It is desirable that the high rigidity thermoplasticity synthetic resin 
and/or the thermosetting synthetic resin beyond Tg 50 degree C sink in. **** — Furthermore, this epidermis 
layer (2) Interiayer (5) Synthetic-resin sinking-in fiber layer (6) And as for the synthetic resin with which it 
sinks into this fiber layer, consisting of polyester is desirable. And this interior material (1) Being fabricated by 
the hotpress is desirable. 
[0005] 

[Function] Interior material of this invention (1) High rigidity felt layer (3) Synthetic-resin sinking-in nonwoven 
fabric layer (6) Since it provides, there is rigidity of enough, good configuration stability is shown, and it is a 
synthetic-resin sinking-in nonwoven fabric layer (6) especially. Rigidity is given to the original fabric before 
shaping, form collapse is prevented, handling nature is made good, and good anchoring nature is given about 
the product afler shaping. On the other hand, it is a low rigidity felt layer (4). Interior material (1) It gives good 
cushioning properties, absorption-of-sound nature, and adiathermic. 
[0006] 

[Embodiment of the Invention] if one example which shows this invention to drawing 1 explains — interior 
material (1) Epidermis layer (2) High rigidity felt layer (3) Low rigidity felt layer (4) from — becoming interiayer 
(5) Synthetic-resin sinking-in fiber layer (6) It provides. This epidermis layer (2) If it carries out, he is an 
interiayer (5) by needle punching, such as a nonwoven fabric or a fiber knit fabric. The fiber sheet which can be 



joined together is chosen as an ingredient, both [ and ] the nonwoven fabric (needle punch nonwoven fabric) 
with which both fiber was interlaced by needle punching in the case of the nonwoven fabric, and the nonwoven 
. fabric which bound both fiber with the synthetic-resin binder -- although ~ although used, it is desirable to 
use the needle punch nonwoven fabric which has a good hand as epidermis material. This epidermis layer (2) It 
IS usually 100 - 300 g/m2. It has a unit weight and thickness is set to about 0.5-3.0mm. this epidermis layer (2) 
**** WADINGU material, such as a thick nonwoven fabric, polyethylene foam, polypropylene foam and 
polyurethane foam, may be backed. 

[0007] This epidermis layer (2) Synthetic fibers of the fiber to constitute, such as polyester fiber, a 
polyethylene fiber, a polypropylene fiber, a polyamide fiber, an acrylic fiber, urethane fiber, polyA^inyl chloride 
fiber, polyvmyhdene chloride fiber, and an acetate fiber, are subjects, and the size of this fiber is usually an 
about ]-3-denier thing. 

[0008] This high rigidity felt layer (3) If it carries out, it is an epidermis layer (2). A synthetic fiber and the 
same synthetic fiber, Semi-synthetic fibers, such as viscose rayon, cuprammonium rayon, acetate and 
triacetate. Natural fibers, such as silk, cotton, and wool, bamboo fiber, hemp fiber, coconut fiber, kenaf fiber 
The mixture of kinds, such as high rigidity vegetable fibers, such as a banana fiber, or two sorts or more of fiber 
IS chosen as an ingredient, high-melting fiber and/or inflisibility fiber 220 degrees C or more of the melting 
point are desirable, and a low-melt point point heat plasticity component contains it 50% of the weight or more 
tor this fiber. 

[0009] Desirably the above-mentioned low-melt point point heat plasticity component 220 degrees C or less 
usually 100 degrees C or more, It is the thermoplastic component which has the melting point of 120 degrees C 
or more desirably. Furthermore, for example, polypropylene. Polyethylene, polystyrene, low-melt point point 
polyester with a melting point of 220 degrees C or less. Low-melt point point synthetic resin, such as a low- 
melt point point polyamide 180 degrees C or less, is illustrated, and, in the case of powder, fibrous and a 
sheath-core mold bicomponent fiber, in the case of a side-by-side mold bicomponent fiber, the above- 
mentioned low-melt point point heat plasticity component is usually offered as one side-face component as a 
sheath component. When this low-melt point point heat plasticity component is fibrous, this high rigidity felt 
may consist of low-melt point point heat plasticity components 100%. When this low-melt point point heat 
plasticity component is fibrous, it is usually about 30- 102mm in 2-15 deniers of sizes, and die length, and other 
fiber IS usually about 30-102mm in 10-15 deniers of sizes, and die length. 

[0010] This low rigidity felt layer (4) It sets and is the above-mentioned quantity rigidity felt layer (3) The fiber 
and the low-melt point point heat plasticity component which are used are used, and it is this low rigidity felt 
layer (4;. An inside this low-melt point point heat plasticity component is usually contained zero to 50% of the 

weight. 

[001 1] The above-mentioned quantity rigidity felt layer (3) Low rigidity felt layer (4) A unit weight is 5-20mm 
respectively, therefore the thickness before 100 - 1500 g/m2 and shaping is usually an interiayer (5) 
fnmoi'xu'''- J^^ 800-1200g / m2. and shaping is usually set to 10-40mm by the unit weight 

L0012J The above-mentioned synthetic-resin sinking-in fiber layer (6) Epidermis layer (2) A synthetic fiber or 
interiayer (5) Synthetic resin is infiltrated into the nonwoven fabric or knit fabric which consists of a kind of a 
natural fiber or a vegetable fiber, and the same fiber, or two sorts or more of mixture, all of the nonwoven fabric 
bound with the needle punch nonwoven fabric or the synthetic-resin binder of this nonwoven fabric are usable, 
and lUU - 600 g/m2 and thickness of a unit weight are usually 0.5-3.0mm. 

[0013] As synthetic resin infiltrated into this nonwoven fabric or a fiber knit fabric For example, polyethylene 
polypropylene, ethylene propylene rubber. Ethylene-propylene terpolymer. an ethylene-vinylacetate 
copolymer. A polyvinyl chloride, a polyvinylidene chloride, polystyrene, polyvinyl acetate, A fluororesin 
thermoplastic acrylic resin, thermoplastic polyester, a thermoplastic polyamide. Thermoplastic urethane' resin, 
an aciylonitrile-butadiene copolymer, a styrene-butadiene copolymer. Thermoplastic synthetic resin, such as 
acrylonitnle-butadiene-styrene copolymer, Urethane resin, melamine resin, heat-curing mold acrylic resin, a 
urea-resin, phenol resin. A kind of thermosetting synthetic resin, such as an epoxy resin and heat-curing mold 
polyester or two sorts or more of mixture is used, and this synthetic resin is made to usually sink in with the 
gestait of an organic solvent solution, a water solution, and an aquosity emulsion 

L0014] When this synthetic resin is thermoplastics, it is a glass transition point Tg. Desirably, a thing 70 
degrees C or more is chosen still more desirably, and the 60 degrees C or more of the 50 degrees C or more of 
the amounts of sinking in are usually made into about 20 - 50 % of the weight. In the case of the nonwoven 
fabric bound with the synthetic-resin binder, it is good also as synthetic resin with which it sinks in the 
synthetic resin used as a binder. 

[0015] In order to intercept rigid sheets, such as a glass fiber sheet and a high rigidity vegetable fiber sheet, or 



permeability Rirther in this invention besides above-mentioned each class for reinforcement, the additional 
laminating of the plastic film, such as a polyethylene film, a polypropylene film, and polyester film, may be 
. carried out. This rigid sheet or plastic film is an interlayer (5). They are insertion or an interlayer (5) inside 
They are a laminating or a synthetic-resin sinking-in fiber layer (6) to the bottom. It turns a laminating down 
Moreover, interlayer (5) It sets and is a high rigidity felt layer (3). Low rigidity felt layer (4) You may arrange to 
vertical reverse. 

[0016] moreover, the amount of a low-melt point point heat plasticity nature component is dwindled ft-om the 
bottom or the bottom upwards to from a top — making — high rigidity felt layer (3) from — low rigidity felt 
layer (4) You may make it change continuously. Furthermore, high rigidity felt layer (3) Low rigidity felt layer 
(4) The mixohmnion which the high rigidity felt felt and the low rigidity felt mixed may be prepared in a 
boundary. This mixolimnion is a high rigidity felt layer (3) by needle punching which carries out a postscript 
Low rigidity felt layer (4) When joining together, it is formed inevitably. 

[0017] The desirable mode of this invention is an epidermis layer (2). Fiber and high rigidity felt layer (3) Low 
rigidity felt layer (4) Fiber and a low-melt point point heat plasticity component, and synthetic-resin sinking-in 
nonwoven fabric layer (6) All the fiber and synthetic resin are constituting ft-om synthetic resin of the same 
kind, especially polyester resin. Polyester resin has the thing of the various melting points, and can be made to 
correspond to above-mentioned each class easily. Thus, playback of a scrap is very easy if all ingredients are 
unified into a thing of the same kind. 

[0018] interior material (l) of this invention for manufacturing ~ epidermis layer (2) it is — with the web which 
becomes a nonwoven fabric, a fiber knit fabric, or this nonwoven fabric The web which becomes the high rigidity 
felt or this felt, and the web which becomes the low rigidity felt or this felt, the web which becomes the 
nonwoven fabric and fiber knit fabric into which synthetic resin is infiltrated, or this nonwoven fabric — piling 
up - further — a request — if - the laminating of plastic film or the reinforcement sheet is carried out to a 
predetermined location, and needle punching is performed. 

[0019] In the case of a web, both the fiber in this web interlaces by this needle punching, and a nonwoven fabric 
or the felt is formed, and both the fiber of each class interiaces. and each class is combined. Only the fiber 
layer into which a desirable approach makes all each class a web. or synthetic resin is infiltrated uses a 
nonwoven fabric, and other layers are the approaches needle punching performs association of formation of a 
nonwoven fabric or the felt, and each class to coincidence, as a web. According to this approach, the time and 
etiort made into a nonwoven fabric or the felt for each class is omitted. 

[0020] Thus after carrying out formation association of each class and manufacturing an original fabric the 
fiber layer which sinks in this synthetic resin is made to carry out spreading sinking in of the synthetic resin. 
I hus it needle punching is performed before carrying out spreading sinking in of the synthetic resin a 
synthetic-resin sinking-m layer will not interfere in this needle punching. 

[0021] More than the melting point of a low-melt point point heat plasticity component, shaping of an original 
fabric heats the hot braces in the temperature below the melting point of high-melting fiber, or an original 
fabric to the above-mentioned temperature, and when the laminating of cold pressing or the plastic film is 
carried out and it has non-permeability, it is performed by the vacuum forming etc 

[0022] The desirable fabricating method is a hotpress. According to the hotpress, he is an interlayer (5). Since 
the low-melt point point heat plasticity component of a front flesh-side surface part fuses alternatively 
consolidation of this part is carried out by press ** and it becomes high rigidity, the product of high rigidity is 
obtained. If it is in the above-mentioned hotpress. in order to release a moldings from mold favorably, release 
agents, such as paraffin series, a silicon system, and a fluorine system, are applied to a mold face Or it 
replaces with spreading of spreading of the above-mentioned release agent, or the above-mentioned release 
agent, and they may carry out a laminating, using as a mold release sheet plastic film, an inftisibility fiber sheet, 
etc. which have high-melting rather than the temperature of a hotpress at the front face and/or rear face of an 
original fabric, after shaping ~ a request ~ if - trimming etc. is performed and it considers as interior 
materia , such as head-linmg material of automatic system, a door trim, a rear par eel, and trunk room interior 
rJ>n^oT c ®^^"}P'^ '^or explaining this invention still more concretely below is described 
10023J [Example 1] Epidermis layer of polyester fiber (melting point of 220 degrees C) of 2 deniers of sizes (2) 
The web for formation (unit weight 170 g/m2). 12 deniers of sizes, high-melting polyester fiber (melting point of 
260 degrees C) with a die length of 65mm and 4 deniers of sizes. The web for high rigidity felt stratification 
which consists of 0.100-fold quantitative-ratio mixture of low-melt point point polyester fiber (melting point of 
150 degrees C) with a die length of 55mm (unit weight 200 g/m2). The web for low rigidity felt stratification 
which consists of 60:40-fold quantitative-ratio mixture of the above-mentioned high-melting polyester fiber and 
the above-mentioned low-melt point point polyester fiber (the unit weight of 700g/m2). Needle punching is 



performed for the needle punch nonwoven fabric (unit weight 30 g/m2) of polyester fiber (melting point of 240 
degrees C) of 2 deniers of sizes in piles as a nonwoven fabric for synthetic-resin sinking in. The fiber of each 
- class is interlaced and it is an epidermis layer (2), High rigidity felt layer (3) Low rigidity felt layer (4) It forms 
and between each class and the above-mentioned nonwoven fabric are combined. It is 50% of the weight of a 
polyester resin emulsion (Tg =100 degree C) to this nonwoven fabric after that 50 g/m2 You carry out 
spreading sinking in at a rate, and make it dry by hot air drying. 

[0024] thus, punch (7) which heated the mold face with which the manufactured original fabric (lA) applied the 
release agent as shown in drawing 2 R> 2 at 130-170 degrees C Female mold (8) which heated the mold face at 
190-220 degrees C from — becoming press-forming machine (9) The pressure of 10kg/cm2, a hotpress is 
carried out for 1 minute and it is fabricated by the head-lining configuration of an automobile. Trimming of the 
obtained moldings is carried out and head-lining material (10) as shown in drawing 3 is manufactured. This 
head-lining material (10) is high rigidity, and is rich in cushioning properties. The test piece was cut out from 
this head-lining material (10), and flexural strength 0ISA5905) was measured, the result ~ 28000 kpa(s)/cm2 it 
was . 

[0025] [Example 2] It sets in the example 1 and is a high rigidity felt layer (3). As fiber of the web for formation, 
15 deniers of sizes, sheath-core mold polyester fiber (sheath: — polyester resin with a melting point of 160 
degrees C — ) with a die length of 60mm Heart : 50:50-fold [ with a melting point of 250 degrees C polyester 
resin and sheathiheart = ] quantitative ratio is used. Low rigidity felt layer (4) As fiber of the web for formation, 
the above-mentioned sheath-core mold polyester fiber and 12 deniers of sizes, The mixture of 60:40-fold 
quantitative ratio with high-melting polyester fiber (melting point of 260 degrees C) with a die length of 65mm 
is used, needle punching and a hotpress are performed like an example 1, and head-lining material is fabricated, 
thus, the manufactured head-lining material ~ cushioning properties ~ good ~ flexural strength ~ 3000 kpa 
(s)/cm2 it was . 

[0026] [Example 3] In an example 1, it replaces with a nonwoven fabric at a polyester resin emulsion as 
synthetic resin which carries out spreading sinking in, the 50-% of the weight water solution of the initial 
condensation product of phenol resin is used, and others manufacture head-lining material similarly, the flexural 
strength of the obtained head-lining material — 35000 kpa(s)/cm2 it was . 

[0027] [Example 4] It sets in the example 2 and is a high rigidity felt layer (3). The web for formation, and low 
rigidity felt layer (4) Between the webs for formation, the spraying layer (unit weight 80 g/m2) of the 7:3-fold 
quantitative-ratio mixture of bamboo fiber and a polypropylene fiber is inserted, and others manufacture head- 
hning material like an example 1. the flexural strength of the obtained head-lining material ~ 32500 kpa(s)/cm2 
it was . 

[0028] [Example 5] in an example 1, the laminated film of polyester film with a melting point of 150 degrees C 
and polyester film with a melting point of 250 degrees C is put on the synthetic-resin sinking-in nonwoven 
fabric bottom under this nonwoven fabric before original fabric shaping. In this case, low-melt point point 
polyester film is arranged to the up side. If it fabricates like an example 1, the low-melt point point polyester 
film of this laminated film ftises, a nonwoven fabric is pasted, and high-melting polyester film is not fijsed, and 
since it becomes a mold release sheet, it is not necessary to apply a release agent to a female mold mold face, 
the flexural strength of the head-lining material of this example — 30000 kpa(s)/cm2 it was . Since it considers 
as non-permeability with the head-lining material above-mentioned laminated film by this example, after 
replacing with a hotpress and heating an original fabric to the temperature below the melting point (260 degrees 
C) of high-melting polyester fiber more than the melting point (150 degrees C) of low-melt point point 
polyester fiber, it is also possible to carry out a vacuum forming. 

[0029] Although each above-mentioned example was related with manufacture of automobile head-lining 
material, this invention also includes interior material, such as a door trim, a rear par eel, and trunk room 
interior material, except head-lining material. 
[0030] 

[Effect of the Invention] The interior material of this invention is good, textile materials are a subject, 
therefore, moreover, it is [ shaping / a moldability also has deep-drawing shaping and ] easily excellent in 
configuration stability and workability in possible lightweight and good cushioning properties, with high rigidity. 
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•) . mimmamTHi 100-300 g/m^ . w^am 

^0. 5-3. OmX'hh. 

10 0 13] wfm^tfcummmmz-^i^^it^^ 



^•/x>-;^f-l,>itat^«j|f(7)»^Sti^fKJS)!§, 
^fflSg, 7xy-;HMB&. XTKdfi/^Bt. 

10 0 14] w.^^mmm:^miim^(n^^\.z{i^ a 

7;tlE».^i.Tg *^'5 0'aXI:aiL<li6 0'CliLh. M 

(cSi L < (i 7 0-Cl.:i±(7) tw*''St«$it, 

^2 0-5 0fcl%Sgfc?ixl,. ^iSeillgy W >:i^- 

[0015] ±ie#^<o<6. *l6Bfl(cfe^^■c^isgtcli^ 

tti'-h. *)l.t^liii§\tt?rieBi-tl./c*^.-K'Jx^by 

/ui»^<07- 7 ;^ f - ••/ ^' 7 >f ;b A ?■ siiraSiJi l t t J: i ^ . 
^Hltt V- h i /.-lir^;^^ y ^' 7 ;i^AlittjRg^(5) 
(C»AJ) & V (5) cOTil!l{=«iiJ) S t 

(5) tiJO-ClilSBie7x;Uhl(3) i:(BcBI147 x^Uh 
if (4) i5r±T33!tcgeSLTtJ:v^. 

[0016] tfzmiL^^:^m^'m.'jt(r>^ik.ij>h-Y 

*)Sv^(iT*'f>Ji{c»i«?-l*-Ti«Hlltt7x;Uh«(3) 
f>fitHHl 7 X M (4) ^afilWlcS^t? li-T t J: v ^ . 

lS(Iftli1i7x;Uh«(3) i:(Slltt7i;Uh^(4) t<r) 

SHHt7 x;u h 7 x/L- h t (SHM17 xVP h t 
-H/WN->t>^^i:J;oT;fH!tt7x/UM(3) fcffifi! 

tt7x;uhi(4) t s•fe■^t&J«^(c{ii^^MW^cJfM$ 

ill.. 

[0017] immm. Lv\®«ji. **«(2) <o» 

«r, SKiH47x;uhii(3) . (SH5tt7x/Ph;i(4) oaf 

(6) ^7)aS«{l3j:lf^|!!tfij|licot^^-Ct[SlSc;)^fi!lffll!§. 
^(C;Kyx;^f/PfflBgT-«iJK-r6C:tT'J)4. ;K«jx>^ 

'r> t «0t iK— f iaif . 7. ^' 7 y 7*c7)fl4*<ffi»r)-C S^T 
(00 1 8] 3^;^BBc7)l^g^t(l) ^Siljt-r&tCli, 

;i(2) T-j>i,^®?B. ttiii^iiai^. *)i,vMiis^ai7ii(c 

^SfS-^xT-fc. Sllltt7xyuh?)l.v^JSi$7xywh(;^ 

l.'^'x/j:, tS03tt7x/UhJ)|,iMiii7x/l'h(c^jrl. 



•{4) 001 -232708 (P200 1 -232708 A) 



[0019] IS-- H/^>'^'>^y/^ci oT'^xy<7)is 

10020) ^OJ:o(iLT:&;i5rJB^^LtllK^ 
iSjSL/of*, IS-&lSi9l!tf-*?f-rsa»tl(c-^jilffl8&?r 

mn^i^^ith, zc^xoiztmsi^m^^i^^ith 

mlz-- H;l.yN->^ >/?rff ^ o t . IS-- H/l->'-«>'^ 
> 7 *^'-&j£e!Jig-^ jSl J: o T ^ ^ ? /I V \ 

[0021 ] JSR<?)«jg«i{aiaL^sttBjstt«ij-<oiaiAia 

7 7 ;^ ^ -y ? 7 'f ;u Alf ? tx^^a^titc ^ t V ^ 
ioo22]mtL^^mm\it^yhrvxx'hh. * 

i.%iit'-y vri^7.\,zh'>x\im^^<r>mm^mm\.z 
fiKc 0 /L-i^lc, SfflicyN-7 7 ■< y^. i/ 'J a y^. 7 y 

fc^^ic, ttM±iimm\<7)m^izKix , mK<7)m 

5r*-r4r5Xf--y^'7>f;UA, 1-^5: 

[0 0 23] immmu±^2y'~-/iff)^>j:jiy^T 
ma (iiLii2 2 0'c) (rmm{2) mm'^zay (m 

CMJI 1 7 0 g/mJ ) fc . ;!c? 1 2t--^P- 

5 iuiK7)SiiL^s--K 'J x^T-;Htt«r ( st^s 2 6 or ) t 

4-r--;U, 5 5iiBii7)iSralL^.-K'Jx;^fyUiat (|J 
.^1 5 0-C) COO : 1 0 0Miitjg^!|?5*>^>^:&aH!tt 
7x;l.M}gJ&ffl'>x7 (*^dM2 0 0g/m2 ) 
>: . ±f e;SHl^,.if U x;^ r yUftftt ±iB<aSt^,--K 'J x^ 
■r/t-^«fcO6 0 : 4 0aSJtS^A>f>^&lSJJHi 7x 
/UhSfgaffl-^xr (*Gdl«7 0 0g/mJ 
i^taBi-^>5fflT«^fii: IX±$ 2t--/1'C0;K'Jx^t 
/U^tt (8t*2 4 0'C) iO--K;L'/<>^:f;g|7B {S^-Q. 



#/ii7)fia8^«-&LTaS/i(2) , mfmys.1l 

hi(3) . Mtt7x/n^Ji(4) im^i. i^-o^mm 

aS%<7):tf'Jxxr/USI!lfXvyPi;3> (Tg =100 
•C) 5-5 0g/m2 OfJ-^f^fli^jlL, »JilSe**tCj: 

100 24 ] ::<7JJ:5i:LT»!ji$n/::<SR(iA)(i. @ 

2(:^^tJ: oizm.mi:m^itzmmi: 130-170 

'C(Ci!lD»Lfc±S(7) i^ffi$-l 9 0-2 2 0-C(CM» 

iok«/c«-' . i^i'S*-/h7'u;i$^i, gismoj^tt 

astc^F-f J:3^^#«(10)A5R3i?fi^, iS^^ttil 

<;>r;^Kf-X$-flJ]R')ltt{f5fig ( J I SA59 0 5) 
SriSJ^L/c. f<0ite*{i28 0 0 0kpa /cb^ X'h-y 

[00 25] Cll^tfi^2)||^tMl{Cfc^^Til;H!ltt7x 

;UM(3) mtiiLm^x.:/cr)tmt IX±^ 1 5-r-- 

6 0 r<0--K 'J x;^ T^Pffllg, : H^s 2 5 0 "CtO^if U X 
;^x/ufill|g, «(::E;=50 : 5oafiit) « 
ffltt7x;Uha(4) )fMffl'^x7c7)^«rtLT±i£KIB 
S,-K'Jx;?.T/l.J8Mt*? 1 2t--;1', ^^b5m£r, 
MM.^.^OXZTJ\^mm (It^i2 6 or) t <7)6 0 : 4 

omMiteom^irmi. mttmit^mizLx-- 

liUf^-f*. Z<Oj:olzlxmm^ilt^^j^ttii:P ^1^3 

ym^mv. ftif^susoookpa /c«j t-*-:. 

fz. 

[0026] ( mnm 3 ) mmm 1 tcfc^^r . T^t&mz 

y^-ti^th-^sHmS^tLX. .•KUx;^T;i.^|§xv/t- 
i^'a :^tcftiT 7x 7-/HSiii^n»!ia^«t<05 OSJI% 

^ . ni:,hfz^nn<nMmmi 3 5 0 0 okpa yca^ 
X'h^tz, 

[0027] imm4^mm2izi5\.^x,ismty 

x/t-M(3) mffl'>x7t(RHytt7x/Ph^i(4) BWL 

7 : 3S«ltS^?*)OS4?Bii (*{iiM8 0 g/m^ ) 
i^X L . -J-OflWlHiSW 1 1 |3|«{c L-C5^«^«$:S!it 

'i^htlfz^im<r)m>mmi3 2 5 O Okpa /cm 

100 28] imim5'\mim\izi6\.^x.m.^m 

HiI(c^^8jBg^?f :i^«ffi<7)TIHtcH.^. 15 0 ro.i^ U x 
;?.T/U7'f ;UAtSt^;.2 5 0'C<0;K'Jx;^-f/l'7-f /UA 

tHRPit*.^'jx7.-f;P7'f;UAS-±rat|Ea-ri,. HJt 
ffiJl tl5|tt(cSU^ixjf, ISai7-^;PAcr){aii,*,-K«; 

x;;^x/P7^/UAA<}gStLT^«:?Btc«^L. mMA^^ 



!(5) 001-232708 (P2001-232708A) 



^^mc:)tt»fS«»i30 00 Okpa /ciiZ X'h-^tz, * 

;^r^l-«»ti^it#. ( ] 50r) tXh. alt*.'i^'Jx;^T 
(0030] 

0. L/>:*«oT*)ettA*ftfft-a^0*J^t.5Sfai::'Ttg 



12 1 -03(SWfl<7)-|ISfcfiHlS-*-rt«O-C-*)4 . 
[@2li£W^I3 

2 ^i^l 

3 iaH!l1i7i;H-^ 

5 tfHS 
6 



(HI ] 



[02J 



[03] 




7Dy h'>;->'-<7)^|i 



(71) aim/^ 000241485 

(72) |feBM 'ha 

ii!i*iii«iSBm«iiBr^®i5n ^mii^ 

(72)^BM ttiB fitt 

ifi2i;iift«iiiiWSfer592 r-f-b-^^s^ 
art 



F9-M^) 30023 BB03 BOOl BE07 BEIO BE19 
BE31 

4F100 AKOIC AK41A Ak41B AK41C 
AK41D BA04 BA07 BAIOA 
BAIOC BA16 BA26 DGOIA 
DGOIC DG15A 0C15B DG15C 
DG15D DHOIC £009 EJ82 
GB33 JA04B JA04D JA05C 
JHOl JJ02 JKOl JKOIB 
JKOID JKll JLOl JL03 
JL04 YYOOB YYOOC YYOOD 



